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0 Mettiod of forming recloseable packages, profiles used tlierein and packages produced tiiereby. 



@ The disclosure relates to a method of forming a 
recloseable package (10) using special profile strips 
(20, 30); the strips themselves and a resulting pack- 
age are disclosed. The profile strips have a flange 
element (22. 32) and a recloseable means element 
(24, 34), and two mated profile strips are provided 
with a heat barrier means (23, 33). 

The method comprises the steps of providing 
mated top and bottom profile strips (20. 30) provid- 
ing top and bottom package films (12. 14) on op- 
posite sides of the mated strips and applying heat 



and pressure to the films adjacent the flanges (22. 
32) sufficient to simultaneously form heat seals re- 
spectively between the top film (12) and the top 
profile strip flange (22) and between the bottom film 
(14) and bottom profile strip flange (32). The heat 
barrier means may comprise a thickened flange ele- 
ment (23, 33) buffer strip or a coextrusion of high 
temperature resin on the inside layer of the flange 
element. The heat barrier means prevents the 
flanges from fusing together during the formation of 
flange-film seals. 
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This invention relates to a method of forming 
recioseable packages, profile strips used in the 
method and packages produced thereby. More par- 
ticularly, the invention relates to recioseable pack- 
ages which are made from two film layers hermeti- 
cally sealed at the periphery of the package and 
sealed to profile strips having recioseable means 
elements formed thereon. 

A common method of packaging foods such as 
sliced luncheon meats and the like is by use of 
horizontal from, fill and seal procedures. In that 
procedure, a bottom film is placed horizontally over 
a piece of equipment having a cavity the general 
size and shape of the article to be packaged. Heat 
is applied and a vacuum is drawn in the cavity, 
forcing the bottom film into the cavity. The food 
article is placed inside the film-lined cavity, and a 
top film is placed over the article. Heat seals are 
made between the top and . bottom films, often 
while the resulting package is being evacuated to 
produce vacuum packed food products. 

There has been a recent interest in providing 
food packages of the type thus produced with 
recioseable seals. In this regard, see U.S. Patent 
No. 4,782.951. which is incorporated herein by 
reference. Recioseable food packages are gener- 
ally made from separate films and extruded profile 
strips, though some suggestion of films with In- 
tegral recioseable means may be found in the art. 
In the more common practice, the separate profile 
strips each comprises a flange and an integral 
interlocking member. The profile strips are formed 
by two separate extrusions or through two separate 
openings of a common extrusion die. One profile 
strip may have a rib or male member and the other 
a mating groove or female member. The male or 
female member extends from the front face of the 
flange member. The rib and groove form a pres- 
sure fastenable and reieasable closure mechanism. 
The back side, or sometimes an extended portion 
of the front face of the flange, is sealed to the 
package film so that the closure mechanism is 
disposed between the package walls adjacent the 
openable side of the package. 

Though there has been some suggestion for 
applying the profile to the film as soon as the 
profile is extruded, the more common practice Is to 
wait to apply the profile strips to the film at the 
time the film is made into packages. In that case, 
the profile strips are extruded, mated, and rolled up 
for storage. When used on a horizontal from, fill 
and seal machine, the profile strips are unwound 
from storage rolls and sealed to the films used to 
make the packages. 

There have been two procedures for applying 
the profile strips to the films. In the less common 
procedure, the profile strips are unwound from stor- 
age spools and unmated. Each strip is then in- 



dependently sealed to the package film. One pro- 
cedure of doing this is to blow hot air on the back 
of the profile to heat it to its softening point. It then 
has to be immediately pressed into contact with 
5 the film. The primary difficulty encountered with 
this procedure is getting the combined filnvprofile 
strips in proper alignment after the cavity is formed 
in the bottom film, a product is placed therein and 
it is time to join the two films. 
70 Due to the difficulty in remating the interiocking 
members once the profile strips are attached to the 
film, another more complicated process used is to 
seal the mated profile strips to the film one flange 
at a time. In this regard, the equipment manufactur- 
es ers have developed form, fill and seal machines in 
which a plow element is used to separate the 
flange segments of the mated profile strips without 
disengaging the rib and groove. A heat seal is then 
made between the bottom film and the back side of 
20 the flange of the bottom profile strip. After the food 
product is Inserted into the film-lined cavity and the 
top film put in place, a plow arrangement is again 
used to separate the flanges to that the flange of 
the top profile strip can be sealed to the top film. 
25 Heat seals are also made around the rest of the 
package edges. The primary problem with this 
procedure is that the equipment is more com- 
plicated, a sealing step has to be performed in at 
least two different places in the process. However, 
30 machine manufacturers Klockner-Hooper of Itasca. 
Illinois and T.W. Kutter of Avon. Massachusetts, 
have produced machines with the plow arrange- 
ment 

In accordance with the present invention, a 

35 method of producing recioseable packages has 
been developed in which the heat seals between 
the flanges of the profiles and the films can be 
made simultaneously, and also simultaneously with 
the formation of the peripheral package heat seals. 

40 In this regard, the method comprises the steps 
of providing a mated top and bottom profile strip, 
each comprising cooperating means for forming a 
recioseable seal and a heat sealing flange, the 
profile strips further comprising a heat bamer be- 

45 tween the flanges; providing a top and bottom film 
on opposite sides of the combined profile strips; 
applying heat and pressure to the films adjacent 
the flanges sufficient to simultaneously form heat 
seals respectively between the top film and top 

so profile strip flange and between the bottom film 
and bottom profile strip flange; and forming remain- 
ing seals between the films to seal the package. 

The heat barrier serves the function of prevent- 
ing the heat which seals the flange-film layers 

55 together from sealing the two flanges together. 
Three different presently preferred heat barriers are 
1) a thickened flange, 2) a strip of buffer or insulat- 
ing material, and 3) a high temperature resin coat- 



2 



.3 



EP 0 395 362 A1 



4 



ing on the flange's inside layer. 

The machinery used in the process of the 
present invention, and its operation, are much sim- 
plified. No plows are required in the equipment to 
separate flange members for sealing. All sealing 
steps can be performed at the same time and at 
the same machine station. A double profile ar- 
rangement may be used to allow product filling on 
both sides of the center of a web of film where the 
double profiles are sealed. 

The invention and its advantages will best be 
understood from the following detailed description 
of some preferred embodiments reference being 
made to the accompanying drawings in which: 

FIG, 1 is a perspective view of a preferred 
embodiment package of the present invention. 

FIG. 2 is a sectional view taken along line 2- 
2 of FIG. 1. 

FIG, 3 is a cross sectional view of the un- 
mated profile strips used in the package of FIG. i . 

FIG. 4 is a cross sectional view of a double 
profile version of the profile of FIG. 3, 

RG, 5 is a cross sectional view of a second 
embodiment of a profile strip that may be used in 
the package of FIG. 1 . 

FIG. 6 is a cross sectional view of a third 
embodiment of a profile strip that may be used in 
the package of FIG. 1 . 

Shown in FIG. 1 is a recloseable package 10 of 
the preferred embodiment of the invention. As 
shown, package 10 contains a sliced luncheon 
meat product The package can of course be used 
for any number of foods or even non-food items, 
and shaped appropriately. 

The package 10 is made from a top film layer 
12, a bottom film layer 14, and two profile strips 20 
and 30, best seen in FIG. 2. The two films are 
sealed around the peripheral sides by heat seals 
15. Also, a peg hold 16 is formed in the package 
10, with another seal 17 formed at the top edge 
and around the hole 16. The seal 18 between the 
product 11 and recloseable opening of the package 
is a peel seal. The seals 15 and 18 hermetically 
seal the package during distribution and sale. After 
purchase, a consumer separates the recloseable 
seal and the peel seal 18, leaving the peripheral 
seals intact. After removing a portion of the prod- 
uct, the profile strips 20 and 30 (described more 
fully below) may be used to form a recloseable 
seal to help maintain freshness of the unused prod- 
uct 11. 

The profile strips 20 and 30. best seen in FIG. 
3, include, respectively, flange elements 22 and 32. 
and recloseable means elements 24 and 34. The 
recloseable means element 24 and 34 may be 
interlocking rib and groove members as shown, or 
may take other forms known in the art. A preferred 
shape of the interlocking rib and groove members 



is disclosed in U.S. Patent Nos. 3,038,225 and 
3,198,228. incorporated herein by reference. 

The profile strips 20 and 30 each have a heat 
barrier means associated with the inside face or 

5 front side of the fiange elements 22 and 32. In the 
prefen-ed embodiment shown in FIG. 3, the heat 
barrier means comprises thickened sections, 23 
and 33, of the fiange elements 22 and 32. The heat 
barrier means in this embodiment is the mass of 

10 the thickened section 23 or 33. The thickened 
sections 23 and 33 are sufficiently thick so that 
films 12 and 14 may be simultaneously sealed 
respectively to the back sides of flange elements 
22 and 32. while the interlocking elements are 

15 mated, without also fusing the fiange elements 22 
and 32 of the mated profile strips 20 and 30. In this 
embodiment, the thickened sections 23 and 33 act 
as a heat sink so that only the back side surface of 
the fiange elements 22 and 32 gets hot enough to 

20 fuse to the films 12 and 14. 

Even though the inside faces of fiange ele- 
ments 22 and 32 do not fuse together, experi- 
mentation with the invention has shown that the 
flanges are often difficult to separate after the film- 

25 profile sealing process. It has been found that 
ridges 26 and 36 provided on the front face re- 
spectively of the fiange elements 22 and 32 hold 
the fiange elements 22 and 32 apart from each 
other, making it easier to separate the flange ele- 

30 ments when opening the package 10. It is also 
speculated that the thickness added to the fiange 
by the ridges helps prevent sealing of the flanges. 

The package 10 is formed in a horizontal form, 
fill and seal machine. The machine is similar to 

35 those produced by Klockner-Hooper and T.W. Kut- 
ter. Another machine manufacturer, Multivac of 
Kansas City, Missouri, has been developing simpli- 
fied equipment to take advantage of the benefits of 
the present invention. Such a machine is sold by 

40 Multivac as their RT5200 packaging machine. The 
machine operation is similar to that described 
above, except simplified. The profile strips 20 and 
30 are provided with their respective recloseable 
means elements 24 and 34 mated. After the prod- 

45 uct 11 is in place, on the bottom film 14, the mated 
profile strips. 20 and 30. and the top film 12 are 
supplied, the mated profile strips of course being 
sandwiched between films 12 and 14. Heat and 
pressure are applied to the films 12 and 14 adja- 

50 cent the profile fiange elements 22 and 32 suffi- 
cient to simultaneously form heat seals 27 and 28 
respectively between the top film 12 and back side 
of flange element 22 and between the bottom film 
14 and back side of fiange element 32. In the 

55 preferred process, these heat seals are made at 
the same time and In the same machine position 
that seals 15. 17 and 18 are made and the package 
10 is evacuated (in the case of vacuum packaged 
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food products), 

FIG. 4 shows a double wide embodiment of the 
profile strips 40. These double wide profiles may 
be used in equipment that packages multiple lines 
at the same time, the profile strips of the left-hand 
side of FIG. 4 correspond exactly to the profile 
strips 20 and 30 of FIG. 3. and are thus labeled 
accordingly. The profile strips on the right-hand 
side of FIG. 4 are a mirror image of those In the 
FIG. 3. and all elements are identified with primed 
(') designations. The only difference is that flange 
element 32 and 32' are connected by a bridging 
section 42 formed when the profile strips are ex- 
truded. 

When the double wide strips 40 are used, the 
two sets of profile strips remain connected until the 
films have been sealed to the profiles. Then a knife 
is used to sever bridging section 42 to separate 
resulting completed packages. The form, fill and 
seal procedure is otherwise identical to that de- 
scribed for the profiles of FIG. 3 except the proce- 
dure is in duplicate, side by side. 

FIG. 5 shows one part of another preferred 
embodiment of the present invention, profile strips 
130 (a matching profile strip such as strip 30 of 
FIG. 3 would also be provided). Profile strip 120 is 
very similar to the profile strip 20 of FIG. 3 (thus 
similar elements are numbered with the same ref- 
erence numbers preceded by a 1). In the embodi- 
nnent of FIG. 5, however, the heat barrier means 
comprises buffer or insulating material 125. In or- 
der to keep it in its proper position, the buffer 
nnaterial 125 should be adhered to the front face of 
one (or even both) of the flange elements 123 and 
its counterpart (not shown). 

The buffer material 125 may be paper, foil, 
nnetalized plastic, plastic or the like. If a plastic 
insulating layer is used, it should have a higher 
softening point than that of the resin of which the 
flange element 122 is made. The buffer materia! 
1 25 may be adhered to the profile flange while the 
flange element is still hot after extrusion, or ad- 
hered by an adhesive later, but preferably before 
the profile strips are mated. As noticed from the 
drawings, in this embodiment the flange element 
122 need not be as thick as the flange element 22 
of the RG. 3 embodiment. Also, the buffer strip 
125 prevents the two front faces of the flange 
elements from sticking together. Therefore there is 
little need for the ridges 26 and 36 found in the 
FIG. 3 embodiment 

The preferred embodiment of the buffer strip 
may be used with the double wide profile strips 
arrangement such as FIG. 4. In that case, the 
buffer strip is placed in the space between the 
profile strips. By using a buffer strip which has a 
first surface which is sealable to either of the flange 
member and a second surface which is sealable to 



neither of the flange members, when the film- 
profile seals are fonmed the buffer strip 125 ad- 
heres to one of the fiange members. In this way 
the flanges do not fuse. Also, the buffer strip 125 

5 need not originally be adhered to the flange mem- 
bers, it will still not be free to fall on the floor or 
interfere with equipment operation when the double 
wide profiles are slit 

RQ. 6 shows one part of a third preferred 

10 embodiment of the invention, profile strip 220 
(matching profile strips such as strip 30 of FIG. 3 
would also be provided.) Again, profile strip 220 is 
very similar to the profile strip 20 of RG. 3 (thus 
similar elements are numbered with the same ref- 

15 erence numbers preceded by a 2). In the FIG. 6 
embodiment, the heat banrier means comprises a 
heat resistant resin coextruded on a section of the 
front side of one or preferably both of the fiange 
elements 222 and its unknown counterpart. The 

20 heat resistant resin has a higher softening point 
than the remainder of the fiange element so that 
when the fiange elements are heated during the 
film-flange sealing operation, the inside surfaces of 
the flange elements do not fuse together. For ex- 

25 ample, if the fianges are extruded from low density 
polyethylene, the heat resistant resin may be a 
polyester. 

The temperatures and pressures used to seal 
the profile strips of FIGS. 3, 5 and 6 to the top and 
30 bottom films 12 and 14 will fo course depend on . 
the types, of films used, their thicknesses, the resin 
used to make the profile strips, etc. These factors 
are commonly considered when appropriate pro- 
cess parameters are developed by those of er- 
as dinary skill in the art. 

In the preferred embodiment of FIG. 1. the 
profile strips 20 and 30 are made of low density 
polyethylene (LDPE) containing a blend of 0-10%. 
preferably 2%, EVA. The LDPE will have a density 
40 of from .900-.970 g/cm^. The preferred LDPE had a 
density of .920-.929 g/cm^. Other heat sealable 
resins may also be used. Mated profile strips of the 
preferred embodiment of FIG. 3 weigh 3.3 grams 
per linear foot 

45 The total thickness of the thickened flange sec- 
tions and ridges is preferably 10-24 mils, prefer- 
ably at least 18 mils thick and most preferably 20 
mils, with the thickened fiange section itself being 
at least 5 mils thick. The ridges themselves are 

50 preferably 4-6 mils in height 

The preferred packaging films for use in pro- 
cessed meat application are Curwood Forming 
Web #579 for bottoni film 14 and Curwood Nonfor- 
ming Web #2580K for top film 12. both from Cur- 

55 wood. Inc. of Oshkosh, Wisconsin. The overall film 
composition may of course vary with the applica- 
tion, and can either be monolayer coextrusion or a 
laminate. The sealant layer is the layer important to 
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the present invention. The preferred sealant layer is 
LDPE with 2-6% EVA blended in. 

For this prefen-ed ennbodiment, the sealing 
dwell tinrie is from 0.5-5 sec. preferably 2 sec. 
* Sealing temperatures are typically 200* F - 500* F. 
preferably 260 *F - SOO^'F Sealing pressures are 
typically 40-110 psi. preferably 80-100 psi. 

In the embodiment of FIG. 5, the flange ele- 
ment 122 will be preferably 5-6 mils thick. The 
preferred buffer strip has two layers. The non- 
seaiable layer could be nylon, polyester, paper or a 
similar material. The sealable layer could be poly- 
ethylene, SURLYN® (an ionomer resin from 
DuPont) or a form of an adhesive (pressure sen- 
sitive, cold seal, hot melt, etc.). 

In the embodiment of FIG. 6. the heat resistant 
resin will preferably be polyester, polyproplyene, 
polybutyiene. SURLYN® or other resin with a high- 
er softening point than the softening point of the 
preferred LDPE/'EVA resin blend used for the rest 
of the profile strip. The heat resistant layer will be 
from about 2-6 mils, preferably 2-4 mils thick. 
Though the remainder of the flange need be only 
thick enough to seal to the package film, as a 
practical matter it is preferred to have the 
LDPE/'EVA portion of the flange element 5-6 mils 
thick, which is the minimum thickness of the pro- 
file. This makes it easier to have uniform coex- 
trusion, since the die fomning the profile strip must 
be machined in such a way as to also form the 
interlocking members. 

The invention has been described in its use 
with a horizontal form, fill and seal process. How- 
ever, the -method of the invention could also be 
practiced in vertical form, fill and seal procedures, 
ovenwrapping, and adapted for other packaging 
equipment processes. The package could be 
formed from a folded sheet instead of two separate 
films. In that case the fold between the two film 
halves would replace one of seals 15, Also, the 
peel seal 18 could be outside the recloseable seal. 
In the preferred process of the invention, the heat 
seals 27 and 28 are made simultaneously on both 
sides of the package. However, using the profiles 
of the present invention makes it possible to form 
the heat seals while the flanges are together, re- 
gardless of whether they are simultaneous. It may 
be advantageous, where existing equipment can be 
used with simple modification, to seal the top film 
12 to profile strip 20 at one point and seal film 14 
to profile strip 30 at a subsequent point. 

These and other modifications are within the 
scope of the present invention. It is for that reason 
that the following claims are used to define the 
present invention. 



Claims 



1. A method of producing a recloseable pack- 
age comprising film walls and recloseable profile 
strips, the method comprising the steps of: 

5 a) providing a mated top and bottom profile 

strip, each strip comprising a recloseable means 
element for fomning a recloseable seal and a flange 
element, said mated profile strips further compris- 
ing a buffer strip between the flange elements; 

70 b) providing a top and bottom film on op- 

posite sides of the mated top and bottom profile 
strips; 

c) applying heat and pressure to the films 
adjacent the profile strip flanges sufficient to si- 
rs multaneously fonnn heat seals respectively between 

the top film and top flange and between the bottom 
film and bottom flange; and 

d) forming seals between the films to com- 
plete the formation of the package. 

20 2. A method of producing a recloseable pack- 
age comprising film walls and recloseable profile 
strips, the method comprising the steps of: 

a) providing a mated top and bottom profile 
strip, each strip comprising an extruded resin and 

25 including i) a recloseable means element for for- 
ming a recloseable seal and ii) a flange element; 
said mated profile strips further comprising a heat 
barrier means comprising a resin coextruded with 
the resin of at least one of the profile flanges so as 

30 to be between the fianges of the mated profile 
strips, and wherein the softening point of the resin 
comprising the heat barrier means is higher than 
that of the resin forming the coextruded flange 
portion of the profile strip; 

35 b) providing a top and bottom film on op- 

posite sides of the mated top and bottom profile 
strips; 

c) applying heat and pressure to the films 
adjacent the profile strip flanges sufficient to si- 

40 multaneously form heat seals respectively between 
the top film and top flange and between the bottom 
film and bottom flange and 

d) forming seals between the films to com- 
plete the formation of the package. 

45 3. A recloseable package comprising: 

a) film walls sealed to each other and to 
recloseable profile strips located along one side of 
said film walls to form the package, 

b) the recloseable profile strips each com- 
50 prising: 

i) a flange element having a fi'ont and 
back side, and 

ii) a recloseable means element on the 
front side of the flange element; and 

55 c) a buffer strip associated with the front 

side of at least one of the flange elements suffi- 
cient so that one of the film walls may be heat 
sealed to the respective back side of the pair of 
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recloseable profile strips while the recloseable 
means elements of the profile strips are mated, 
without also fusing the flange elements of the re- 
closeable profile strips, due to the presence of said 
buffer strip. 

4. A recloseable package comprising: 

a) film walls sealed to each other and to 
recloseable profile strips located along one side of 
said film walls to form the package. 

b) the recloseable profile strips each com- 
prising an extruded resin and including: 

i) a flange element having a front and 
back side; and 

li) a recloseable means element on the 
front side of the flange element; and 

c) a heat ban-ier means associated with front 
side of at least one of the flange elements suffi- 
cient so that one of the film walls may be heat 
sealed to the respective back side of the pair of 
recloseable profile strips while the recloseable 
means elements of the profile strips are mated, 
without also fusing the flange elements of the re- 
closeable profile strips, due to the presence of said 
heat barrier, said heat barrier means comprising a 
resin coextruded with the resin of at least one of 
the profile flanges so as to be between the flanges 
of the mated profile strips, and wherein the soften- 
ing point of the resin comprising the heat barrier 
means is higher than that of the resin forming the 
coextruded flange portion of the profile strip. 

5. A profile strip for use in making recloseable 
packages, the profile strip comprising: 

a) a flange element having a front and back 

side; 

b) a recloseable means element on the front 
side of the flange element: and 

c) a buffer strip associated with the front 
side of the flange element said buffer strip being 
functional so that a film may be heat sealed to the 
back side of the profile strip while the profile strip 
is mated to a conresponding profile strip without 
also fusing the flange elements of the two mated 
profile strips, due to the presence of said buffer 
strip. 

6. A profile strip for use in making recloseable 
packages, the profile strip comprising an extruded 
resin and including: 

a) a flange element having a front and back 

side; 

b) a reclosable means element on the front 
side of the flange element; and 

c) a heat barrier means associated with the 
front side of the flange element, said heat ban'ier 
means comprising a resin coextruded with the res- 
in of the front side of the flange element and 
wherein the softening point of the resin comprising 
the heat barrier means is higher than the softening 
point of the resin of the coextruded flange element 
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and being functional so that a film may be heat 
sealed to the back side of the profile strip while the 
profile strip is mated to a corresponding profile 
strip without also fusing the flange elements of the 

5 two mated profile strips, due to the presence of 
said heat barrier means. 

7. A method of producing a recloseable pack- 
age comprising film walls and recloseable profile 
strips, the method comprising the steps of: 

w a) providing mated first and second profile 

strips, each strip comprising a reclosable means 
element for forming a recloseable seal and a flange 
element, said mated profile strips further compris- 
ing buffer strip associated with the flange elements; 

IS b) providing a first film adjacent the back 

side of the flange elements of the first of the mated 
profile strips; 

c) applying heat and pressure to the first film 
and adjacent flange element sufficient to form a 

20 heat seal between said first film and said flange 
element of the first profile strip, and buffer strip 
preventing said heat and pressure from fusing said 
flanges together; 

d) providing a second film adjacent the back 
25 side of the flange element of the second of the 

mated profile strips; 

d) applying heat and presure to the second 
film and adjacent flange element sufficient to form 
a heat seal between said second film and said 

30 flange element of the second profile strip, said 
buffer strip preventing said heat and pressure from 
fusing said flanges together; and 

f) forming seals between the films to com- 
plete the fonmation of the package. 

35 8. A method of producing a recloseable pack- 
age comprising film walls and recloseable profile 
strips, the method comprising the steps of: 

a) providing mated first and second profile 
strips, each strip comprising an extruded resin and 

40 including i) a recloseable means element for for- 
ming a recloseable seal and ii) a flange element; 
said mated profile strips further comprising a heat 
barrier means associated with the flange elements, 
said heat barrier means comprising a resin coex- 

45 truded with the resin of at least one of the profile 
flanges so as to be between the flanges of the 
mated profile strips, and wherein the softening 
point of the resin comprising the heat barrier 
means is higher than that of the resin forming the 

50 coextruded flange portion of the profile strip; 

b) providing a first film adjacent the back 
side of the flange elements of the first of the mated 
profile strips; 

c) applying heat and pressure to the first film 
55 and adjacent flange element sufficient to fomn a 

heat seal between said first film and said flange 
element of the first profile strip, said heat barrier 
preventing said heat and pressure from fusing said 
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flanges together; 

d) providing a second film adjacent the back 
side of the flange element of the second of the 
mated profile strips; 

e) applying heat and pressure to the second 
film and adjacent flange element sufficient to form 
a heat seal between said second film and said 
flange element of the second profile strip, said heat 
barrier preventing said heat and pressure from 
fusing said flanges together; and 

f) forming seals between the films to com- 
plete the formation . of the package. 

9. The recloseable package of Claim 3 wherein 
the buffer strip is sufficient so that both of the film 
walls may be simultaneously heat sealed to the 
respective back sides of the pair of strips while the 
strips are mated without also fusing the flange 
elements of the strips to each other. 

10. The recloseable package of Claim 4 
wherein the heat barrier means is sufficient so that 
both of the film walls may be simultaneously heat 
sealed to the respective back sides of the pair of 
strips while the strips are mated without also fusing 
the flange elements of the strips to each other. 

11. The profile strip of Claim 5 wherein the 
buffer strip is functional so that a film may be heat 
sealed to the back side of the profile strip simulta- 
neous to another film being heat sealed to the pack 
side of a mated, corresponding profile strip without 
also fusing the flange elements of the two mated 
profile strips to each other. 

12. The profile strip of Claim 6 wherein the 
heat barrier means is functional so that a film may 
be heat sealed to the back side of the profile strip 
simultaneous to another film being heat sealed to 
the back side of a mated, con-esponding profile 
strip without also fusing the flange elements of the 
two mated profile strips to each other. 

13. The invention of any of Claims 2. 4. 6. 8, 
10 or 12 wherein the flange element comprises a 
blend of low density polyethylene and 0-10% EVA 
and the heat resistant resin is selected from the 
group consisting of polyester, polyproplyene. poly- 
butylene and ionomer. 

14. A recloseable plastic package including: 

a) a first package wall; 

b) a second package wall joined to said first 
package wall to define a container openable at one 
side for insertion or removal of product; 

c) a pressure fastenable and releasable clo- 
sure mechanism disposed between said first and 
second package walls adjacent said openable side 
of said container; 

d) a seal between said first and second 
package walls disposed parallel to said releasable 
closure mechanism and disposed between said 
releasable closure mechanism and said product 

e) a first flange member extending from said 
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first package wall outwardly of said closure mecha- 
nism; 

f) a second flange member extending from 
said second package wall outwardly of said closure 

5 mechanism and adjacent and separated from said 
first flange member; 

g) a buffer strip disposed between said first 
and second flange members, said strip having a 
first surface which is sealable to either said first or 

10 second flange member and a second surface 
which Is sealable to neither said first flange mem- 
ber nor said second flange member, said strip 
acting as a buffer between said first and second 
flange members such that when heat is applied to 
15 said package to seal said closure mechanism to 
said first and second package walls, said buffer 
strip is operative to prevent said flange members 
from sealing to each other and to maintain said 
flange members in a separated condition to faciii- 
20 tate release of said closure mechanism to open 
said package. 

1 5. The invention of any of Claims 1.3,5, 7, 9. 
11 or 14 wherein the buffer strip is made of a 
material selected from the group consisting of pa- 
ss per. foil, metallized plastic and plastic having a 
higher softening point than the resin forming the 
flange element. 
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